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1 
1V£y present inv, ention relates te hollow bodies 
p_articularly for use as fillers o,r :aggregate .in 
bui.lding materials and te a method of producing 
such hollow bodies. 
The object of m.y invention is te pzovide sl!ch 
hoHow bodies which are light in weight and yet 
of great strength so as te be suita:ble for use in 
th.e preparation 0f such materials as light-weight 
concrete. Another object is ,te provide a .simPle 
method of man.ufacturing such .bollov bo.dies. 
Aceording te-.my .invention the steps are per- 
fozmed comprlsing, extruding at.least.one tubular 
body of plastic .ceramic material, mechanically 
compress]ng -the wa!].s of the emerged tubular 
bod?y while still in a plastic state ai equal ds- 
tances te ferre scid .portions, said solid .portions 
defining in the Subular body enclosed and rounded 
hollew sections of uniform structure, separ.atiug 
said hol!ow .sections at said .solid portions te 
ta,in .hollow sections .of substanially spherical 
shape, ,drng and baking said ho]low sections 
form hollow odies having a uniform resistnce 
fo -pressure .throughout their surface. 
,,y invention further comPrises a h011ow .ba!l.- 
like body .ruade by. the foreeing method. 
In oder te -enable the inwntin te be .read.i,l.y 
carried .inte effect, a -few embodiments thereo.f 
will hereinafter .be described by wy of example 
and .w.ith reference te-the accompanying draw- 
ings. In said drawings: 
Fig. 1 is a per_spectiy,e :view of a single tube of 
c.er:amic material as extrnded during .the 
stop of operation according te my .rethod, par 
of said tube being :broken away. 
Fig. 2 is .a s,m.ilar vew et -a -number of asso- 
ciated parallel ceramic tubes obained thr0u_gh a 
com-m.o:n ex.tuding operation. 
F:ig. $ is a .perspective view of ..wo suPeposed 
corr:ugated plates adapted whea .united 
a yst.em of paralle.l tubes .simfla-r te that 
tr.aad.in.ig.2. 
.ig. 4 is a diagrammatlc peçspective .view Of 
a ress :dapted te engage o.pposite stries cerf a 
tubular ,ceramic member with a -.view te ,h,e f.or» 
mation of .sPherical members ,in .saine. 
In the embodiment according te lig. 1,  single 
tube [ of ceramic material, such as clay or loam, 
is ruade by extruding the mterial through cor- 
respondingly shaped nozzles. This is the first 
step in one manner of carrng the method inte 
effect. As an alternative te this step and as 
shown in Fig. 2, a tube unit 2 consisting of sev- 
eral juxtaposed parallel tubes can be similarly 
produced, instead of the single tube according te 
big. 1. As a fmher vriant of this firsç stop and 
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.2 
according te Fg, ".3, the plastic ce..ramç .ma.terial 
can te extrudëd Ln the shpe .of cprru.gaed 
plaç.e s, and two .o such plates--a-nd  can ,b.e 
united a!ong the tïoughs of the còr,ugations-te 
5 ferre a similar .tube unit as in lig. 2: 
Using a tube made as described with referÇnçe 
te Fg, 1, the next step accordng te Fg.. 4 c0_n- 
siss of squeezing .together,-whflSt still in ,ifs 
plas,tic conclU-tien, the tube -[ as sPaced loelised 
10 places. T.h.is is done by means .of,sta-mping toòts 
, @ whieh are adapted tö be vert,ica.lly reciprg- 
cat.ed and which simultaneously cut -çhe tube at 
th,e.seplac.es. OEhe severed sho.rt lengths of t-tbing, 
hav.ing clòsed ends, eonstit.ute h011pw tod-tes ] .of 
15 approximateJy .spherica! shape, for examlle .as 
shêwn-n lig. 5 a-nd are seam!ess-an of a uniïorm 
struc.tu.re throughout. 
These hoHow bodies are -thereupon subje.cted to 
a -pre.limnary dr-yhug operaM0n and .are then 
0 bu-rn_k Airer be_'mg möùlded during the pre- 
limin.ary drylng st. ge aud .pa-rtly atse during he 
firing process, they are, if necessary, su.bje¢ted te 
a .rea-ment .of çheir su.rface .whereby any exist- 
ing-s!rface irrcgu_larities are remòved, This-my 
5 be done, fo.r example, bY caushug-the bedies 
grind against .¢ach oher in .rota,tipg còrtainers 
se-that the hottòw 'bodies obtaip u .substantia:lt- 
sphe_ricàt sha-pe and a smooth-0uter surface. As 
the :hol.low s-pherica.1 .bodies -referred te re 
30 tae¢l thröugh-t-he deforma.-Mòn un.der pessure 
of the U, bes -when-stfl_-I in t-hoir-plastic ta-te, t 
is possible te obta.-in a perfecl-y -intimae cp-rmec- 
tion tetvee .n-the watl elements 0f t.he liol-lo.w body 
Withòut ny se.ara or weak Spot aPpearing, COn- 
35 sequenly the resistance te pressure of .th ho:l-low 
bod.y when baked is prac.ticaHy the same in 1 
directions. Tbe con.dilons governing .his re- 
siStance a:gains pressm'e _is sel¢cted .ob_v.$ouly 
order .te satisfy .çh.e requemePçS 0if _appliçaM0n 
40 to'b considered. 
OEn !ike m. ann.er, it is possible y means of 
able stamping tools te produce, from the tubula.,r 
bodies sh, own in li.gs. 2 a:nd 3, hollow bodies simi- 
lar o:.g. 5 hi.ch by imflar t'eatm.ent r.e 
45 w.ards .g_ive_n he .b:ll-_!ike hal ch,r¢erisAc of 
this ,inve,io:n. 
Insead of producing the hollow bodies by 
means of vertically reciprocating stamping teols, 
they tan be ruade from the tubular bodies by 
0 rollers having annular or hemispherieal recesses 
or by similarly recessed chains or .bands whieh 
are guided on rollers. 
The plastic ceramic material may hve com- 
bustible materials dded fo if, such us cool, chr- 
 coal, etc. whieh re burnt during çhe ring 
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process so that the hollow ball-like bodies become 
porous. 
Furthermore, the material of the 'ball-like 
bodies may eontain ehernieal substances whieh, 
when the halls are used as coarse aggregate for 
concrete, are caused by the action of the added 
water fo give off gases whereby the concrete dis- 
posed between the halls is ruade additionally 
porous. 
I claire: 
1. The rnethod for producing hollow ceramic 
bodies of substantially spherical shape for use as 
a coarse aggregate in concrete masses, compris- 
ing the steps of extruding a tubular body of plas- 
tic ceramic material, mechanically compressing 
the walls of the emerged tubular body while still 
in a plastic state, af equal distances fo form solid 
portions, said solid portions defining in the tubu- 
lar body enclosed and rounded hollow sections of 
uniform structure, separating said hollow sec« 
tions ai said solid portions fo obtain hollow sec- 
 tions of substantially spherical shape, drying and 
baMng said hollow sections fo form hollow bodies 
having a uniform resistance fo pressure through- 
out their surface. 
2. The method or producing hollow ceramic 
bodies of substantially spherical shape, su]table 
for use as fillers and aggregates in concrete 
masses, comprising the steps of extruding a tubu- 
lar body including a system of parallel tubes in 
adjacent relationship and forming a uniform 
structure of raw ceramic material, mechanlcally 
compressing the walls of the emerged tubular 
body while still in a plastic state, at equal dis- 
tances to form solid portions, said solid portions 
defining in the tubular body enclosed and 
rounded hollow sections of uniform structure, 
separating said hollow sections at said solid por- 
tions to o.btain hollow sections of substantially 
spherical shape, drying and baking said hollow 
sections fo form hollow bodies having a uniform 
resistance fo pressure throughout their surface. 
3. The method for producing hollow ceramic 
bodies of substantially spherical shape, particu- 
larly for use as fillers and aggregates in concrete 
masses, comprising extruding a cylindrical tubu- 
lar body of plastic ceramic material, mechani- 
cally compressing the walls of the emerged tubu- 
lar body whfle still in a plastic state, at regular 
intervals fo form solid portions, said solid por- 
tions defining in said tubular body enclosed and 
rounded hollow sections of uniform structure, 
separating said hollow sections at said solid por- 
tions, said oompressing and separating being per- 
formed by the simultaneous movement of orm- 
ing tools towards the tubular body to obtain hol- 
low sections of substantially spherical shape, 
surface-treating said hollow sections to remove 
surface irregularities, drying and baking said hol- 
low sections to form hollow bodies having a 
uniform resistance to pressure throughout their 
surface. 
4. The method for producing holow ceramic 
bodies of .substantially'spherical shape, su]table 
for use as fillers and aggregates inside concrete 
masses, comprising extruding a cylindrical tubu- 

55 

4 
lar body o plastic ceramic material, mechani- 
cally compressing the walls of the emerged tubu- 
lar body while stfll in a plastic state, at regular 
intervals to form solid portions, said solid por- 
5 tions defining in the interior of said tubular body 
rounded hollow sections of uniform structttre, 
separating said hollow sections at said solid por- 
tions, said compressing and separating being 
performed through the action of recessed rollers 
I0 urged against the tubular body, surface-treating 
said hollow sections to remove surface irregulari- 
ries, drying and baking said h.ollow sections to 
form hollow bodies having a uniform resistance 
to pressure throughout their surface. 
15 5. The method for producing hollow ceramic 
bodies of substantially spherical shape foi" use as 
a coarse aggregate in concrete masses, comprising 
the steps of incorporating combustible material 
in plastic ceramic material, extruding a tubular 
20 body of plastic ceramic material, mechanically 
compressing the walls of the emerged tubular 
body while still in a plastic state, at equal dis- 
tances fo form solid portions, said solid portions 
defining in the tubular body enclosed and 
5 rounded hollow sections of uniform structure, 
separating said hollow sections a.t said solid por- 
tions to. obtain holow sections of substantially 
spherical shape, drying and baking said hollow 
sections to form hollow bodies having a uniform 
30 resistance to pressure throughout their surface. 
6. The method for producing hollow ceramic 
bodies of substantially spherical shape for use as 
a coarse aggrega,te in concrete masses, compris- 
ing the steps of incorporating in plastic ceramic 
35 material chemical substances adapted to evolve 
gases when subjected to the action of water, ex- 
truding a tubular body of said plastic ceramic 
material, mechanically compressing the walls of 
the emerged tubular body while still in a plastic 
40 state, at equal distances te form solid portions, 
said solid portions defming in the tubular body 
enclosed and rounded hollow sections of uniform 
structure, separating said hol]ow sections at said 
solid portions to obtain hollow sections of sub- 
45 stantially spherical shape, drying and baking said 
hollow sections t.o form hollow bodies having a 
uniform resistance to pressure throughout their 
surface. 
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